(19) 



J 



Europaisches Patentamt 
European Patent Office 
Office europeen des brevets 



(12) 



(n) EP 0 894 604 A1 

EUROPEAN PATENT APPLICATION 



(43) Date of publication: 

03.02.1999 Bulletin 1999/05 

(21) Application number: 98850122.7 

(22) Date of filing: 23.07.1998 



(51) IntCI * B29C 45/16 



(84) Designated Contracting States: 


• Schad, Robert 


AT BE CH CY DE DK ES Fl FR GB GR IE IT LI LU 


Toronto, Ontario, M6G 2V5 (CA) 


MC NL PT SE 


• McGinley, Tom 


Designated Extension States: 


Brampton, Ontario, L6Z 1 V7 (CA) 


AL LT LV MK RO SI 


• Hletkamp, Doug 




Bolton, Ontario, L7E 4Y1 (CA) 


(30) Priority: 24.07.1997 US 899752 


• Catoen, Bruce 


04.02.1998 US 18655 


Georgetown, Ontario, L7G 5K6 (CA) 




• Gross, Kevin 


(71) Applicant: Husky Injection Molding Systems Ltd. 


Bolton, Ontario (CA) 


Bolton, Ontario L7E 5S5 (CA) 


(72) Inventors: 


(74) Representative: 


Johansson Webjorn, Ingmari et al 


• Sicilia, Robert 


L.A. Groth & Co KB Patentbyra, 


Mississauga, Ontario, L4W 2E6 (CA) 


P.O. Box 6107 




102 32 Stockholm (SE) 



< 

o 

CO 

O) 
00 

o 

£L 

LU 



(54) Injection mold for over-molding articles and an injection molding machine and method 
therefor 



(57) This invention relates to a mold design, injec- 
tion molding machine and a method for forming a multi- 
layer plastic article by over molding where the second 
layer of the article includes a portion having a different 
geometrical profile than the first one. The novel injection 
mold and injection molding machine for producing over- 
molded articles comprises an array of one or more cores 
which engage arrays of one or more first cavity and ar- 
rays of one or more composite cavities. Each composite 
cavity is formed from the combination of a second cavity 
and a cavity extension which carries at least a portion 
of the different geometrical profile, such as a thread. In 
one embodiment, the cavity extension comprises a pair 
of cavity portions which are mounted adjacent the core 
to laterally moveable slides on a movable plate, that can 
be a stripper plate. During molding of the first layer, the 
cavity extension elements are moved "out" of alignment 
with the first cavity and during molding of the second 
layer the cavity extension elements are moved "in" to 
form the composite cavity with the second cavity so that 
only the second layer replicates the geometrical profile 
of the composite cavity. In another embodiment of the 
invention, the cavity extension is a single element which 
is moved between a disengaged position wherein the 
core can be inserted into the first cavity and an engaged 
position wherein the core is inserted into the composite 
cavity. 
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Description 

FIELD OF THE INVENTION 

[0001] The present invention relates to a novel injec- 
tion mold, injection molding machine and an injection 
molding method for producing over-molded articles that 
can be made of one or more moldable materials. The 
invention is suitable for use with plastic resins, but can 
also be applied to glass, ceramics, powders or to com- 
binations of them. 

BACKGROUND OF THE INVENTION 

[0002] Machines and molds for producing injection 
molded plastic articles of two or more layers of one or 
more different resins are well known. Such composite 
articles can be used in a wide variety of applications. 
Multi-materials can include materials with different 
molding properties, such as PET and PEN, the same 
material with various additives such as dyes, or combi- 
nations of these. For example, multi-layer multi-material 
articles which are injection molded include the keys 
used in personal computer keyboards, wherein the in- 
dicia of the function assigned to the key is formed from 
a different colored material than the remainder of the 
key and components such as multi-colored lenses used 
for the stop and turn signal indicator lights in automo- 
biles. 

[0003] Another common use is in the manufacture of 
multi-layer, multi-material articles for the packaging of 
food wherein, for example, U.S. FDA regulations require 
that only virgin plastic materials be employed in loca- 
tions which contact the food. Generally, it is desired to 
reduce the amount of virgin material which is employed 
in such packages for both environmental reasons 
(wherein it is preferred to use recycled materials) and 
for cost reasons (as virgin material is more expensive 
than recycled plastic materials). Accordingly, multi-layer 
multi-material packages have been produced which in- 
clude a first, thin, layer of virgin plastic material which 
contacts the food and a second, thicker, layer of recy- 
cled or otherwise less expensive material which is lam- 
inated to the first layer during injection molding to pro- 
vide strength to the package. 

[0004] One area where such multi-layer packaging is 
employed is in bottles and other vessels manufactured 
from PET or other materials. PET bottles and vessels 
are commonly blow molded from "preforms 0 in a well 
known manner, the preforms having been manufactured 
by injection molding to form a thread on the neck portion 
of the bottle to receive a bottle closure. It is known to 
form a multi-layer preform of PET, the inner most layer 
of which is virgin plastic and at least some portion of the 
remainder of the preform being recycled plastic materi- 
al. In such cases, when the bottle or vessel is blow mold- 
ed from the preform, the virgin material forms a contin- 
uous inner layer within the vessel and the recycled or 



other material surrounds the outside of the inner layer 
to increase the overall strength of the vessel to an ac- 
ceptable level. 

[0005] In other circumstances, the layers employed in 
5 multi-layer articles can have properties other than, or in 
addition to, being different colors and virgin and recycled 
materials, for example layers can have different chem- 
ical properties, etc. Also, more than two layers can be 
employed, if desired. It is known, for example, to pro- 
10 duce a multi-layer preform for blow molding PET bottles 
and vessels wherein a layer of barrier material is located 
between the inner layer of virgin material and the recy- 
cled material, the barrier layer inhibiting take-up of C0 2 
gas from carbonated beverages stored in the blown bot- 
15 tie by the PET materials behind the barrier. 

[0006] various systems and techniques for molding 
multi-layer, multi-material plastic articles are known. 
Generally, such systems are based on either co-injec- 
tion, over-molding and/or insert-molding systems. In all 
& co-injection methods, the mold remains closed until the 
cavity is filled by the injection of two or more plastic ma- 
terials into the cavity, either simultaneously or sequen- 
tially. 

[0007] In sequential co-injection, a measured amount 
25 of a first material is injected into the cavity and an 
amount of a second material is then injected into the first 
material within the cavity. Due to a "skin" effect, the first 
material maintains its contact with the cavity walls and 
the second material pushes the first through the cavity, 
30 such that the materials fill the cavity with the second ma- 
terial sandwiched between inner and outer layers of the 
first. 

[0008] In simultaneous co-injection, both materials 
are injected into the cavity at the same time, for at least 

3* part of the injection operation, and the differing viscosity, 
skin effects and other characteristics of the materials 
and the injection process result in the desired formation 
of layers of the materials within the cavity. 
[0009] In the majority of co-injection methods, the ar- 

40 tide is made of maximum three different materials dis- 
playing different characteristics or/and functions. For 
example, one material can be a virgin resin, the second 
one can be a recycled version of same or different resin 
and the third can be a chemical barrier layer (such as 

45 EVOH, Nylon, MXD6) formed between them, or as a first 
layer. In common applications using two materials, an 
article can be formed having three or five layers (2M3L 
or 2M5L). If three materials are used, the article can 
have either three (3M3L) or five layers (3M5L). 

50 [0010] Sequential co-injection systems for preforms 
arediscussed in U.S. Patent 4,781 ,954 to Krishnakumar 
et al. and U.S. Patent 4,71 7,234 to Schad et al., the con- 
tents of each of which are incorporated herein by refer- 
ence. A more recent co-injection system, shown in U.S. 

55 Patent 5,582,788 to Collette et al., shows the use of a 
turret injection molding machine for co-injection which 
allows for improved cooling of molded articles. 
[0011] Simultaneous co-injection systems for pre- 
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forms are discussed in several U.S. Patents, such as 
those assigned to American National Can. Of interest in 
this regard is U.S. Patent 5,523,045 to Kudert et al. 
which shows a multi-material co-injection nozzle design 
suitable for multi-layer preforms. s 
[001 2] An innovative mold design capable of perform- 
ing either simultaneous or sequential molding is de- 
scribed in U.S. Patent Application, Serial no. 712,481 to 
Bertschi et al. and assigned to the assignee of the 
present invention. This application shows the first mold 
design wherein hot runner injection nozzles are located 
on the opposite sides of a cavity to inject two or more 
different resins. This approach simplifies the mold and 
allows for injecting into cavities which are arranged in a 
more compact, denser manner, as the nozzles for a sin- 
gle cavity are not on the same side of the mold. 
[0013] While conventional co-injection methods offer 
some advantages as they use a single cavity and all the 
injection units are on one side of the injection molding 
machine, they also have several significant drawbacks. 
One of them is that it is difficult to obtain continuous and 
uniform layers of the different materials as they interact 
in a complete molten state and proper metering of the 
materials is often difficult. This is especially true when 
three materials are to injected. Further, the mold design 
and the hot runner design become very complicated as 
a single manifold or a single nozzle must be able to work 
with different materials having different processing pa- 
rameters. These problems are further exacerbated for 
high cavitation molds, such as 48 or 96 cavity molds. 
Another difficulty is cooling, wherein thick articles re- 
quire longer residence time in the mold close position, 
which affects the cycle time. 

[0014] Some of the disadvantages of the co-injection 
systems are overcome by over-molding systems, where 
each injection operation is performed in a different mold 
cavity. Generally, the first injection operation is per- 
formed in a mold cavity to create the first layer of an 
article and the cavity is then changed to increase the 
volume and, commonly, to alter the geometry of the cav- 
ity space. Usually this is accomplished by changing the 
cavity and using the same core that holds the molded 
article. A second molding operation is then performed 
with the first layer of the article, which is retained by the 
core, being placed in the changed cavity. During the sec- 
ond injection the new molded material bonds to the pre- 
viously molded layer in the mold to form the multi-layer 
article. As will be apparent, while the second cavity has 
a larger volume than the first, it will be understood by 
those of skill in the art that the actual cavity volume 
which must be filled in the second injection operation 
can be less than the volume filled in the first injection 
operation, with the balance of the volume being occu- 
pied by the first layer.. As will also be apparent, over- 
molding can include more than one over molding oper- 
ation to form articles using more than two resins and/or 
with more than two layers, if desired. 
[0015] While good results can be obtained by over- 



molding, the necessity to open the mold to move a pre- 
viously molded layer of an article to a second mold cavity 
for molding of the next layer has been difficult to achieve 
in a cost effective and reliable manner, especially if there 
are geometrical profile differences between the over- 
molded layers. U.S. Patent 3,914,081 to Aoki shows an 
early attempt to perform over-molding employing a ro- 
tary stripper plate which is used to extract, hold and 
transfer a molded first layer of an article to a second 
mold cavity, wherein a second layer of resin of a different 
color is injected. U.S. Patent 3,947,176 to Rainville 
shows a split mold design that allows ejection of the ar- 
ticle after the molding of a threaded neck portion of the 
article by splitting the mold laterally. Rainville-type 
molds have proven to be difficult to manufacture, need 
more "real estate" to allow opening of the mold walls, 
present sealing problems over a greater area and tend 
to leave injection marks on the molded article. 
[0016] Attempts to produce a more suitable over- 
molding system include U.S. Patent 4,744,742 and U. 
S. Patent 4,830,811 to Aoki which shows a two cavity 
mold design for preforms which is used with a rotary in- 
jection blow-molding machine. In these systems, the 
core enters a first cavity in which the first, inner, layer of 
a preform to molded. The core is then removed from the 
first cavity with the molded layer still in place and is in- 
serted into a two portion second cavity, the lower portion 
of which is a single piece cavity of a larger diameter than 
the first and the upper portion of which is a two-part, 
split, cavity which defines threads for the neck portion 
of the preform. The second layer is then injected into the 
two portion cavity and the core is removed from within 
the cavity. The upper, threaded, portion of the cavity ex- 
tracts the molded preform from the lower portion of the 
cavity and moves it to a blow molding station. After blow 
molding, the upper portion of the cavity is split to allow 
removal of the finished bottle. 
[0017] The system taught by Aoki suffers from a 
number of disadvantages. First, the design is not readily 
applicable to forming more than two preforms per cycle , 
due to the complexity of the transfer platen used to move 
articles and the upper portions of the molds. Also, after 
the second injection operation is performed, the core is 
removed from the molded article prior to its transfer to 
the blow-molding station, preventing cooling of the inte- 
rior of the preform by the core during the transfer. Thus, 
the bulk of the cooling must be performed before remov- 
al of the core, resulting in a relatively long cycle time. 
[001 8] A more recent attempt to produce over-molded 
preforms having a thread on the neck portion is shown 
in published European Patent Application 715,937 Al to 
Massano. This reference teaches an injection mold to 
perform two-layer over-molding of a two-material PET 
preform wherein the mold comprises a stationary cavity 
plate, a moveable stripper/cavity and core plates. The 
cavity plate comprises adjacent pairs of single piece 
cavities of two different diameters and the stripper/cavity 
plate includes adjacent pairs of two-part cavity portion 
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elements which can be split laterally. One cavity portion 
of each pair, which is aligned with the smaller diameter 
cavity in the cavity plate, has a smooth bore of the same 
diameter as the smaller diameter cavity and the other 
cavity portion of each pair, which is aligned with the larg- 
er diameter cavity , includes a thread to define the 
threaded neck portion of the preform. 
[001 9] The core plate has rotatable pairs of adjacent 
cores and molding is performed by inserting the pairs of 
cores into the pairs of cavities with the stripper/cavity 
plate contacting the cavity plate so that the cavity por- 
tions on the stripper/cavity plate form part of the cavity 
for the injection operation. 

[0020] A complete injection operation is performed by 
injecting a first layer of material into the smaller diameter 
cavity and cavity portion, then the core and cavity/strip- 
per plates are each moved away from the cavity plate 
until the end of the molded preform has been completely 
removed from the cavity, after which the core plate con- 
tinues to move away from the cavity plate while the strip- 
per/cavity plate remains in place. The core plate moves 
away from the now stationary stripper/cavity plate to re- 
move the molded first layer, which remains on the core, 
from the smooth-bored cavity portion on the stripper/ 
cavity plate. Just prior to the core being completely re- 
moved from the cavity portion, the two parts defining the 
pair of cavity portions are separated to allow the com- 
pleted preform (commenced in the previous injection cy- 
cle) to fall from the threaded cavity portion, having been 
removed from the core by the engagement of the mold- 
ed threads with the threaded cavity portion. 
[0021] The molded first layer remains on the other 
core, being pulled through the smooth-bored cavity por- 
tion. Once the core and the molded first is completely 
removed from the smooth-bored cavity portion, the pair 
of cores are rotated one hundred and eighty degrees on 
the cavity plate so that the core with the molded first 
layer can now be inserted into the larger diameter cavity, 
through the threaded cavity portion on the stripper/cav- 
ity plate, and the now-empty other core can be inserted 
into the smaller diameter cavity through the smooth- 
bored cavity portion to commence another injection 
molding cycle. 

[0022] The core plate and the stripper/cavity plate are 
closed to the cavity plate and the second layer is injected 
into the larger diameter cavity and the threaded cavity 
portion to complete the molding of the preform on this 
core (a first layer is injected into the other cavity with the 
smooth-bored cavity portion to commence the molding 
of the perform on that core). The cavity plate and strip- < 
per/cavity plate are then moved away from the cavity 
plate, as described above, to eject the completed pre- 
form and to rotate the cores for the next portion of the 
cycle. 

[0023] The Massano system described above suffers i 
from several disadvantages. In particular, the core plate 
must be moved away from the cavity plate for a distance 
exceeding at least twice the length of the molded articles 



while the stripper/cavity plate must be moved away from 
the cavity plate for a distance exceeding the length of 
the molded articles to allow ejection of the molded arti- 
cles. These opening requirements result in a slower cy- 
5 cle time, while the plates move the required distances, 
and in a machine which requires a relatively large 
amount of floor space in which to operate. Also, the 
molded first layer is pulled through the smooth-bored 
cavity portion at the end of the first injection operation 
10 and this can result in damage to the molded first layer. 
Further, the requirement to rotate each pair of cores in- 
creases the expense of manufacturing the machine and 
can lead to leaking of cooling fluid from the cores, etc. 
[0024] Published PCT patent application WO 
is 97/02939 to Collette et al. shows two other injection 
molding machines for over-molding. The first machine 
shown is a turret machine with a number of cores mount- 
ed on each of a pair of opposed sides of the turret and 
a pair of cavity plates, each with a set of a corresponding 
20 number of cavities, facing each turret face. The first set 
of cavities is used to form the first layer of the molded 
article and the second set of cavities each including cav- 
ity extension portions to define the threads of a preform 
neck. One cavity plate and the turret move relative to 
?5 the other cavity plate, and the turret rotates to move 
cores with a first molded layer from the first set of cavi- 
ties to the second set of cavities where the second layer 
is molded with the cavity extension portions closed. The 
turret mold shown in Colette is used in conjunction with 
w a conventional three platen injection molding machine. 
As shown in Fig. 2a of Colette, the second injection sta- 
tion unit (more exactly the second cavity plate) is located 
opposite the first one and in front of the clamping unit 
(not shown). The clamping unit thus prevents the injec- 
« tion unit from being located perpendicular to the mold 
plate, and instead it must be located at 90° to the stroke 
of the clamping unit. This results in Collette's machine 
having a large total foot-print. Further, Collette system 
requires an additional ejection system on the core plate 
o to eject the molded articles from the cores which have 
been retracted from the second set of cavities. Such 
ejections systems are expensive and/or difficult to pro- 
vide and can introduce other problems in the molding 
operation, such as core shift. 
* [0025] The second machine taught in Collette is a 
shuttle-type system wherein the cavity plate has two 
sets of first cavities surrounding a set of second cavities 
and two sets of cores are mounted to a core plate which 
shuttles the cores between a first position, wherein the 
> first set of cores is aligned with one set of first cavities 
and the second set of cores is aligned with the second 
set of cavities, and a second position, wherein the first 
set of cores is aligned with the second set of cavities 
and the second set of cores is aligned with the other set 
» of first cavities. The core plate is laterally 'shuttled" be- 
tween the first and second positions each time the mold 
is opened to sequentially insert a core in one of the first 
sets of cavities, where a first layer is molded, and then 
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in one of the second set of cavities where the second 
layer is molded. This machine suffers from disadvantag- 
es in that it requires an extra set of cavities, i.e. - three 
sets of cavities produce two sets of articles, which in- 
creases the expense of the mold . 
[0026] Multi-layer articles can also be formed by in- 
sert-molding wherein an insert, formed by extrusion, in- 
jection molding, thermoforming, etc., is placed into a 
mold cavity and a layer of another material is then in- 
jected to fill the cavity. In fact, insert-molding can be 
combined with over-molding or co-injection to encase 
the insert between multiple layers of different materials, 
if desired. 

[0027] It is desired to have an efficient, reliable and 
cost-effective injection molding machine and mold 
therefore to form multi-layer molded articles. 

SUMMARY OF THE INVENTION 

[0028] It is an object of the present invention to pro- 
vide a novel injection molding method, machine and 
mold therefore to produce multi-layer molded articles. 
[0029] According to a first aspect of the present inven- 
tion, there is provided an injection mold for producing 
over-molded articles, comprising: 

a cavity plate having first and second cavities 
mounted thereon; 

a core plate having a core mounted thereon; 
a cavity extension comprising a pair of cavity ele- 
ments located about said core; 
cavity extension operating means on said core plate 
to move said pair of cavity elements between an 
open position wherein said core can be inserted into 
said first cavity between said pair of cavity elements 
and a closed position wherein said pair of cavity el- 
ements are combined with said second cavity to 
form a composite cavity of greater volume than said 
first cavity; and 

a mold clamping unit operable with said cavity op- 
erating means to close said mold by inserting said 
core into said first cavity when said cavity extension 
elements are in said open position and to close said 
mold by inserting said core into said composite cav- 
ity when said cavity elements are in said closed po- 
sition. 

[0030] According to another aspect ofthe present in- 
vention, there is provided an injection molding machine 
for producing over-molded articles, comprising: 

a cavity plate having first and second cavities 
mounted thereon, said second cavity having a cav- 
ity depth less than the cavity depth of said first cav- 
ity; 

a core plate having a core mounted thereon, said 
core plate being movable relative to said cavity 
plate; 



a cavity extension comprising a pair of cavity ele- 
ments located about said core, said cavity exten- 
sion having a depth substantially equal to the differ- 
ence between the cavity depths of said first cavity 
5 and said second cavity and defining a geometric 
configuration different from that of said first cavity; 
and 

cavity extension operating means on said core plate 
to move said pair of cavity elements between an 
10 open position wherein said core can be inserted into 
said first cavity between said pair of cavity elements 
and a closed position wherein said pair of cavity el- 
ements are combined with said second cavity to 
form a composite cavity which receives said core. 

15 

[0031] According to another aspect of the present in- 
vention, there is provided an injection mold for produc- 
ing over-molded articles comprising: 

20 a cavity plate having first and second cavities 
mounted thereon, said second cavity having a cav- 
ity depth less than the cavity depth of said first cav- 
ity; 

a core plate having a core mounted thereon, said 
25 core plate being movable relative to said cavity 
plate; 

a cavity extension comprising a pair of cavity ele- 
ments located about said core, said cavity exten- 
sion having a depth substantially equal to the differ- 
30 ence between the cavity depths of said first cavity 
and said second cavity and defining a geometric 
configuration different from that of said first cavity; 
and 

cavity extension operating means on said core plate 
35 to move said pair of cavity elements between an 
open position wherein said core can be inserted into 
said first cavity between said pair of cavity elements 
and a closed position wherein said pair of cavity el- 
ements are combined with said second cavity to 
40 form a composite cavity which receives said core. 

[0032] According to yet another aspect of the present 
invention, there is provided a method of injection mold- 
ing an over-molded article, comprising the steps of: 

45 

(i) moving a cavity extension associated with a core 
to a disengaged position; 

(ii) inserting said core into a first cavity having a de- 
fined volume and a first geometrical configuration; 

so (jjj) performing a first injection operation into said 
first cavity to form a first layer of said article; 

(iv) removing said core from said first cavity with 
said first layer of said article on said core; 

(v) moving said cavity extension to an engagement 
55 position; 

(vi) inserting said core and said first layer into a sec- 
ond cavity, said second cavity and said cavity ex- 
tension engaging to form a composite cavity having 
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a larger volume than said defined volume and de- 
fining a second geometrical configuration; 

(vii) performing a second injection operation into 
said composite cavity to over-mold said first layer 

to form an article; 5 

(viii) separating said core and cavity extension from 
said second cavity to remove said article therefrom; 
and 

(ix) moving said cavity extension relative to said 
core to remove said article from said core. 10 

[0033] According to yet another aspect of the present 
invention, there is provided an injection molding ma- 
chine for producing over-molded articles, comprising: 

15 

a cavity plate having first and second cavities 
mounted thereon, said second cavity having a cav- 
ity volume greater than the cavity volume of said 
first cavity, each of said first and second cavities 
having means to receive an injection nozzle; 20 
at least one injection unit to perform an injection op- 
eration into said first and second cavities; 
a core plate having a core mounted thereon; 
a cavity extension adjacent said core; 
cavity extension operating means on said core plate 25 
to move said cavity extension between a disen- 
gaged position, wherein said cavity extension is dis- 
tal said first cavity, and an engaged position, where- 
in said cavity extension combines with said second 
cavity to form a composite cavity; and 30 
a mold clamping unit operable with said cavity op- 
erating means to close said mold by inserting said 
core into said first cavity when said cavity extension 
is in said disengaged position and to close said 
mold by inserting said core into said composite cav- 3$ 
ity when said cavity extension is in said engaged 
position. 

BRIEF DESCRIPTION OF THE DRAWINGS 

40 

[0034] Preferred embodiments of the present inven- 
tion will now be described, by way of example only, with 
reference to the attached Figures, wherein: 

Figure 1 shows a schematic representation of sec- 45 
tion through the turret of an injection molding ma- 
chine and a mold in accordance with a first embod- 
iment of the present invention; 
Figure 2 shows a schematic representation of a 
section through a portion of the core pfate, stripper so 
plate, cavity plate and a pair of slide operators of an 
injection molding machine and a mold in accord- 
ance with another embodiment of the present in- 
vention; 

Figure 2a shows the center portion of the machine ss 
of Figure 2 with two cores and two cavities; 
Figure 3 shows the injection molding machine of 
Figure 2a with the core and stripper plate separated 



from the cavity plate with the slide operators in a 
first position; 

Figure 4 shows the injection molding machine of 
Figure 3 with the stripper plate separated from the 
core plate; 

Figure 5 shows the injection molding machine of 
Figure 4 wherein the stripper plate has been moved 
back to the core plate with slide operators in a sec- 
ond position; 

Figure 6 shows the injection molding machine of 
Figure 5 after the core plate has been rotated with 
respect to the cavity plate; 
Figure 7 shows the injection molding machine of 
Figure 6 after the cavities have been closed; 
Figure 8 shows a cross section through a core, cav- 
ity extension and first cavity in accordance with an- 
other embodiment of the present invention; 
Figure 9 shows a cross section through the core and 
cavity extension of Figure 8 and a second cavity; 
Figure 10 shows a cross section through an article 
produced in the mold of Figures 8 and 9; and 
Figure 11 shows a top view of the article of Figure 
10. 

DETAILED DESCRIPTION OF THE INVENTION 

[0035] In Figure 1 , an injection molding machine in ac- 
cordance with an embodiment of the present invention 
is indicated generally at 20. As shown, machine 20 is a 
turret mold that can be advantageously operated on an 
innovative two-platen injection molding machine, similar 
to that described in co-pending U.S. Patent Application 
Number 08/772,474, filed December 23, 1996 to Koch 
et al. and assigned to the assignee of the present inven- 
tion, and the contents of which are included herein by 
reference. This two platen injection molding machine is 
not only faster then than three platen machines, but also 
allows placing of various molding stations at any loca- 
tion around the turret mold, which saves space and pro- 
vides manufacturing flexibility. 
[0036] Machine 20 includes, for example, a four-sided 
turret 24 which can be rotated about axis 28 (that can 
be vertical, horizontal, etc.), in the direction indicated by 
arrow 32. As will be apparent to those of skill in the art, 
turret 24 is rotated as desired to move four mold core 
assemblies 36a, 36b, 36c and 36d between four differ- 
ent molding operation stations 40, 44, 48 and 52. In the 
Figure 1, and in the following discussion, similar com- 
ponents on each side of turret 24 are identified with like 
reference numerals to which an "a", "b", "c" or °d" is ap- 
pended to identify the particular station the component 
illustrated is located at. 

[0037] Further, Figure 1 shows a partial cross-section 
through turret 24 so that only one core assembly 36 per 
side is visible. However, as will be apparent to those of 
skill in the art, turret 24 can include multiple core assem- 
blies 36 on each side with corresponding numbers of 
components being located at each station 40, 44, 48 and 
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52 as needed. In a presently preferred embodiment of 
the invention, each side of turret 24 includes forty eight 
core assemblies 36 on each side of turret 24. 
[0038] In Figure 1, station 40 is an ejection station, 
station 44 is a first molding station, station 48 is a second 
molding station and station 52 is a cooling station. As 
shown in Figure 1 , each mold core assembly 36 includes 
a mold core 56, a stripper plate 60, a pair of cavity ex- 
tension elements 64, each of which is attached to a slide 
means 68, 68\ While not shown in the Figure, core 56 
is provided with suitable means for circulating cooling 
fluid within core 56 and turret 24 is provided with suitable 
means for moving stripper plate 60, which movement is 
described below in more detail. 
[0039] Each slide means 68, 68' is connected to a re- 
spective one of a pair of slide operators 72 via a tierod 
76 and slides 68, 68' can move toward or away from 
core 56 under the control of a respective slide operator 
72. Slide operators 72 operate as cavity extension op- 
erating means, as further described below. It should be 
noted that, for clarity, only one of the two slide operators 
72 and one of the two tierods 76 of each core assembly 
36 is shown in Figure 1 but in practice two slide opera- 
tors 72 are provided on each side of turret 24. 
[0040] Each slide means 68 extends longitudinally 
along the side of turret 24 with each cavity extension 
element 64 on a first side of each core 56 being mounted 
to slide means 68 adjacent that first side and each cavity 
extension element 64 on a second side of each core 56 
being mounted to slide means 68 adjacent that second 
side such that, movement of a slide means 68 by its re- 
spective slide operator 72 results in all the cavity exten- 
sion elements on a side of cores 56 moving in unison 
toward or away from core 56. 

[0041] In the embodiment of Figure 1 , each slide op- 
erator 72 comprises a cam support 80 mounted to turret 
24, each cam support having a cam track 84 therein with 
two legs 86 and 86' in which a cam follower 88 can move. 
Each cam follower 88 is connected to a respective slide 
means 68 by a respective tierod 76 and cam follower 88 
moves with slide means 68 and with stripper plate 60. 
At the extremity of cam track 84 distal turret 24, there is 
a cam director 92 which operates to switch cam follower 
88 between a leg 86 and a leg 86' via a gate 96. As 
shown in the Figure, each leg 86 and 86' includes an 
inclined portion adjacent cam director 92 and a straight 
portion adjacent the side of turret 24. 
[0042] Cam director 92 is rotatable to move gate 96 
into communication with the inclined portion of either leg 
86 or 86=, as described below in more detail. Cam di- 
rector 92 can be rotated by any suitable means as will 
occur to those of skill in the art, and in a presently pre- 
ferred embodiment is rotated by pneumatic means. 
[0043] The process of creating a multi-layer injection 
molded article with machine 20 will now be described, 
by discussing the operations performed at each station 
in turn. It will be apparent to those of skill in the art that, 
while the following discussion relates to the molding of 



a single article on a single side of turret 24, in operation 
of machine 20 multiple articles are being molded and/or 
operated on each side of turret 24, at each station 40, 
44, 48 and 52. 

5 [0044] The injection molding operation for a multi-lay- 
er article commences with a core assembly 36a at sta- 
tion 40. As shown in the Figure, core 56a is empty, a 
previously formed multi-layer article 100 (if any) having 
been stripped from core 56a by stripper plate 60a mov- 

10 ing away from turret 24 as will be described further be- 
low. Cam followers 88a in each cam operator 72 are lo- 
cated in gate 96a so that tierods 76a have slides 68 in 
a half-open position, allowing previously molded article 
100 (if any) to be ejected. Cam directors 92a are then 

is rotated to bring gate 96a into alignment with leg 86' and 
turret 24 is rotated ninety degrees in the direction indi- 
cated by arrow 32. 

[0045] At station 44, the second step of the process 
is shown wherein stripper plate 60b is moved adjacent 

20 turret 24. Stripper plate 60b is moved toward or away 
from turret 24 in any suitable manner as will occur to 
those of skill in the art and, in a presently preferred em- 
bodiment of the invention, is performed via hydraulic cyl- 
inders. As stripper plate 60b moved toward turret 24, 

25 cam followers 88b move along the inclined portions of 
legs 86' to the straight portions adjacent turret 24, mov- 
ing tierods 76b away from core 56b and thus moving 
slides 68b and cavity extension elements 64b mounted 
thereon, to a fully opened position. As will be apparent 

30 to those of skill in the art, the movement of stripper plate 
60 can be performed simultaneously with the rotation of 
a side of turret 24 to station 44 from station 40, to reduce 
total cycle time, or can be performed once that rotation 
is complete. 

35 [0046] A first cavity 104 is then brought into engage- 
ment with core 56b, extending between cavity extension 
elements 64b, and a first injection operation is per- 
formed. As shown in the Figure, the base of core 56b 
directly engages cavity 104 via corresponding inclined 

40 surfaces 108 and 112 which aid in sealing cavity 104. 
First injection operation can be performed with a single 
material or can be a co-injection operation, either simul- 
taneously or sequentially, as will be apparent to those 
of skill in the art. 

45 [0047] When the first injection operation is complete, 
cavity 104 is retracted from core 56b and stripper plate 
60b is moved away from turret 24 to move cam followers 
88 into gates 96b. Cam directors 92 are then rotated to 
align gates 96b with the inclined portions of legs 86 while 

50 turret 24 is rotated to move core 56 with the molded ar- 
ticle thereon to station 48. 

[0048] At station 48, or while rotating to station 48, 
stripper plate 60c is moved to a position adjacent turret 
24, thus moving cam followers 88 along the inclined por- 
55 tions of legs 86 to the straight portions of leg 86 proximal 
turret 24. As cam follower 88 is moved along the inclined 
portions of legs 86, tierods 76 and slides 68 are moved 
towards core 56c, bringing the two halves of cavity ex- 
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tension element 64c into engagement about core 56c. 
As stripper plate 60c continues to move toward turret 
24, cam followers 88 moves along the straight portion 
of leg 86 and the inclined surface 116c of the engaged 
cavity extension elements 64c engages the inclined sur- 
face 108c at the base of core 56c. 
[0049] A second cavity 120 is then moved into en- 
gagement with cavity extension elements 64c, second 
cavity 120 having an inclined surface 124 complemen- 
tary to an inclined surface 1 28 on engaged cavity exten- 
sion elements 64c. 

[0050] As will be apparent, cavity 120 has a shorter 
length and a greater diameter than cavity 104. As will 
also be apparent, cavity 1 20 is combined with the cavity 
formed by cavity extension elements 64c to obtain the 
required total length of the cavity. As will also be appar- 
ent, the portion of the combined cavity formed by cavity 
extension elements 64c defines different geometric fea- 
tures for a portion of the article to be molded in the com- 
bined cavity. In the illustrated embodiment, these differ- 
ent geometric features comprise threads for the neck 
portion of a preform, although any other features of dif- 
fering geometries can be provided as will occur to those 
of skill in the art. 

[0051] A second injection molding operation is then 
performed at station 48 to fill the combined cavity com- 
prising cavity 120 and cavity extension elements 64c. 
The second injection operation can be performed with 
a single material or can be a co-injection operation, ei- 
ther simultaneous or sequential, as will be apparent to 
those of skill in the art. 

[0052] When the second injection molding operation 
is completed, cavity 1 20 is removed, leaving molded ar- 
ticle 100 on core 56c and turret 24 is rotated to move 
core 56c, with article 100 still thereon, to station 52. At 
station 52, article 100 is cooled, both by cooling fluid 
circulated within core 56d and by cooling air blown over 
article 100. 

[0053] Next, turret 24 is rotated to bring core 56d, and 
article 1 00 thereon, to station 40 to complete the mold- 
ing operation. At station 40, stripper plate 60a is moved 
away from turret 24, moving cam followers 88a along 
legs 86. Cavity extension elements 64c are still engaged 
with each other and with article 1 00 and force article 1 00 
along core 56a as stripper plate 60a moves away from 
turret 24. As stripper plate 60a approaches the limit of 
its movement away from turret 24, each cam follower 88 
engages the inclined portion of legs 86, moving tierods 
76 to disengage cavity extension elements 64a from 
each other and from article 100. As article 100 is sub- 
stantially free of core 56a at this point, article 100 is 
ejected from machine 20 and can be removed from the 
vicinity of machine 20 by any suitable means such as a 
conveyor. Each cam follower 88 enters a respective 
gate 96a, movement of stripper plate 60a ceases and 
the molding cycle is complete and machine 20 is ready 
to commence another cycle. 

[0054] While the description above discusses a single 



molding cycle, it will be apparent to those of skill in the 
art that, in fact, four molding cycles are performed si- 
multaneously, with each station 40, 44, 48 and 52 per- 
forming its respective operations on a different one of 
5 four different cycles. 

[0055] While in the embodiment of Figure 1 machine 
20 includes the above-mentioned four stations, it will be 
apparent to those of skill in the art that the number of 
stations and the corresponding number of sides of turret 
10 24 can be selected as required by the molding operation 
to be performed. Further, while machine 20 of Figure 1 
includes the above-mentioned four different molding 
stations, it will be apparent to those of skill in the art that 
all the stations need not be different. For example, if 
w eight stations are provided, they can comprise two re- 
peated sets of the four stations described above to allow 
to complete articles to be produced on each half of a 
complete rotation of turret 24. In either case, the number 
of simultaneous machine cycles which can be per- 
formed can be selected as desired. Also, it is contem- 
plated that in some circumstances it may be desired to 
have a second cavity extension, formed from a second 
pair of extension elements, which can be used to form 
a composite cavity with a third cavity for a third injection 
25 operation. In such a case, the second pair of extension 
elements can move between their open and closed po- 
sitions in a direction perpendicular to the pair of cavity 
elements for the first cavity extension, such that either 
both sets can be open at the same time or either set can 
so be closed, as desired. 

[0056] One of the significant problems which must be 
faced when injection molding articles is that the material, 
or materials, which are injected can be damaged by a 
slow transition from liquid to solid states as the article is 
3S cooled. The present inventors have determined that this 
damage, commonly referred to as the crystallinity prob- 
lem, is mitigated or eliminated if adequate cooling and 
short cavity residence times can be obtained. As will be 
apparent, over-molding can aggravate the crystallinity 
40 problem in two aspects, the first being that the first layer 
acts as an insulator between the core and the second 
layer, inhibiting the transfer of the heat from the second 
layer to the core and the second being that the first layer 
is reheated, to some extent, by the injection of the sec- 
45 ond layer, thus enabling the formation of crystalline ar- 
eas in the first layer during the second injection. In an 
over-molded article, this crystallinity problem can lead 
to failure of the inner layer, for example allowing food to 
contact the second layer of recycled material, or even 
50 total failure of the article. 

[0057] Accordingly, as determined by the present in- 
ventors, the provision of cooling station 52 in the em- 
bodiment of Figure 1 , which allows both internal cooling 
of the article from the core and external cooling from the 
55 blown air or other cooling fluid at station 52, is believed 
to provide significant advantages in allowing the reduc- 
tion of crystallinity in over-molded articles. It is further 
contemplated that another cooling station can be pro- 
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vided in some circumstances, between station 44 and 
station 48, to provide external cooling to the first layer 
between injection operations. In such a circumstance, 
turret 24 can have more than four sides or one or more 
stations, such as station 40 and station 52, can be com- 
bined. 

[0058] If it is desired to produce an article which is 
over-molded over an insert, it is contemplated that, in 
the situation wherein the insert is pre-formed by a sep- 
arate process, an insert loading operation can be com- 
bined with the ejection operation at station 40, and the 
insert placed on core 56a after ejection of a completed 
article 1 00, or can combined with the machine operation 
at any other appropriate station. In the situation wherein 
the insert is to be molded in place by machine 20, an 
appropriate additional station can be added at an appro- 
priate location, as will also occur to those of skill in the 
art. In the situation wherein it is desired to mold over an 
insert between the injection operations, an appropriate 
additional station to load the insert onto a first, or sub- 
sequent, layer of the molded article can be provided be- 
tween injection stations. 

[0059] A second embodiment of the present invention 
will now be described with reference to Figures 2 and 
2a through 8 wherein another molding machine in ac- 
cordance with the present invention is indicated gener- 
ally at 200 and similar components to those of the em- 
bodiment of Figure 1 are identified with like reference 
numerals, although in these Figures the letters "a" and 
"b" are appended to distinguish between two sets of 
components. As described below, machine 200 is a ro- 
tary machine. 

[0060] Machine 200 comprises a core plate 204 which 
includes a series of identical core assemblies 36 includ- 
ing cores 56, a stripper plate 60 and a set of slides 68, 
each of which has one or more cavity extension ele- 
ments 64 mounted thereon. Machine 200 includes a pair 
of slide operators 72 which are mounted to core plate 
204 and cam followers 88 in each slide operator 72 
move with stripper plate 60, as described above with re- 
spect to machine 20. Each cam follower 88 is directly 
connected to the slide means 68 closest to it via a tie 
bar 76 and the remaining slides 68 are connected to al- 
ternating remaining slides via additional tierods 76 ex- 
tending between slides 68 such that every second slide 
means 68 is operated by one slide operator 72 and the 
remainder of slides 68 are operated by the other slide 
operator 72. For example, in Figure 2a slides 68b and 
68a are operated by slide operator 72b while slide 
means 68c is operated by slide operator 72a. 
[0061] In a preferred aspect of the present invention, 
cooling fluid is circulated to slides 68, and thus to cavity 
extension elements 64, via tierods 76 which are hollow, 
providing closed conduits between slides 68 through 
which cooling fluid is circulated. This use of tierods 76 
to circulate cooling fluid to slides 68 is believed to be 
particularly advantageous and eliminates the need for 
cooling fluid hoses to be provided each slide 68. 



[0062] Machine 200 also includes a manifold plate 
208 and a mold cavity plate 212 to which a plurality of 
pairs of cavities 216 and 220 are mounted. As shown, 
cavity 216 has a smaller diameter than cavity 220 and 
s has a greater depth than cavity 220. As is indicated in 
Figure 2a, onfy a portion of core plate 204, stripper plate 
60 and cavity plate 208 are shown for clarity and, in use, 
machine 200 can include forty-eight or more core as- 
semblies 36 on core plate 204 and a corresponding 
number of cavities, arranged as adjacent pairs of cavi- 
ties 216 and 212 on cavity plate 208. Accordingly, core 
plate 204 and mold cavity plate 212 have like numbers 
of cores and cavities, respectively, which can be ar- 
ranged in a square, rectangular or other shaped array, 
as desired. 

[0063] Core plate 204 is rotatable about central axis 
224 and cavities 216 and 220 are arranged in the array 
on mold cavity plate 208 such that rotation of core plate 
204 through one hundred and eighty degrees will result 
in each core 56 which was axially aligned with one of 
cavities 216 and 220 before the rotation, being axially 
aligned with the other of cavities 216 and 220 after the 
rotation. In a presently preferred embodiment, rotation 
of core plate 204 is reciprocating, i.e. - turning one hun- 
dred and eighty degrees in a first direction and then turn- 
ing one hundred and eighty degrees in the opposite di- 
rection. While reciprocal rotation simplifies the various 
connections which must be effected to core plate 204 
and the components mounted thereon, reciprocal rota- 
tion is not required and continuous rotation in a single 
direction is also possible. 

[0064] The operation of machine 200 will now be de- 
scribed. For clarity, the molding of a single article on a 
single core 56a will be described, although it will be ap- 
parent to those of skill in the art that each core 56 is 
identical to each other core 56 and that an article is gen- 
erally always being molded on each core 56, albeit at 
one of two different stages, except at start up or shut 
down of machine 200. 

[0065] In Figure 2a, a molding cycle is commenced 
with core 56a inserted into cavity 216. A shown, cam 
followers 88a and 88b are located in the straight portions 
of legs 86 of cam tracks 84 and slides 68a and 68c are 
thus moved away from each other, allowing cavity 216 
to be inserted therebetween to engage the base of core 
56a. As shown, the base of core 56a includes an inclined 
surface 108a which engages a complementary inclined 
surface 112a on cavity 216 to assist in sealing cavity 
216. A first injection operation is then performed into 
cavity 216 to form a first layer of a molded article. 
[0066] Next, core plate 204 is moved away from mold 
cavity plate 208, as shown in Figure 3 and the first layer 
molded onto core 56a in cavity 2 1 6 remains on core 56a. 
Next, as shown in Figure 4, stripper plate 60 is moved 
away from core plate 204 and, as can be seen, cam fol- 
lowers 88a and 88b move with stripper plate 60 and en- 
ter gates 96a and 96b respectively, moving slides 68 to 
the mid-points of their range of movement with respect 
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to each other. 

[0067] As will be apparent to those of skill in the art, 
the movement of stripper plate 60 will remove a finished 
article, if present, from core 56b until cam followers 88a 
and 88b enter the inclined portions of leg 86, moving the 
pair of cavity extension elements 64b away from each 
other, allowing the completed article to fall, or be other- 
wise removed, from machine 200. 
[0068] Next, as shown in Figure 5, cam directors 92a 
and 92b are rotated to bring gates 96a and 96b into 
alignment with legs 86* and stripper plate 60 is moved 
toward core plate 204. As cam followers 88a and 88b 
ride on the inclined portion of legs 86\ tierods 76a and 
76b move slides 68b and 68c away from each other and 
slides 68c and 68a toward each other, thus closing the 
pair of cavity extension elements 64a about the article 
formed on core 56a in the first injection operation and 
opening the pair of cavity extension elements 64b about 
core 56b as shown. Closed cavity extension elements 
64a define an inclined surface 116a which is comple- 
mentary to and engages inclined surface 108a. 
[0069] Next, as shown in Figure 6, core plate 204 is 
rotated about center axis 224 to align core 56a with cav- 
ity 220 and core 56b with cavity 21 6. As will be apparent 
to those of skill in the art, cavities 216 and 220 can be 
arranged in a variety of manners on cavity plate 212. 
For example, all of cavities 220 can be on one side of 
central axis 224 and all of cavities 216 can be on the 
other. Alternatively, cavities 216 and 220 can be ar- 
ranged in repeating sets of pairs on either side of center 
axis 224, with the ordering of the pairs being reversed 
on either side of center axis 22. Other arrangements of 
cavities 216 and 220, including mixtures and combina- 
tions of those mentioned above, will occur to those of 
skill in the art. 

[0070] Next, core plate 204 is moved toward cavity 
plate 208 to close the mold, as shown in Figure 7, and 
a second injection operation is performed in cavity 220, 
over-molding the first layer previously formed on core 
56a with a second layer. As shown in Figure 7, closed 
cavity extension elements 64a define a second inclined 
surface 128a which is complementary to and engages 
inclined surface 124 of cavity 220. 
[0071] When the second injection operation of Figure 
7 is complete, machine 20 is in the same state as that 
shown in Figure 2a, albert with the two cores in a re- 
versed configuration, and the another molding cycle 
commences with the machine repeating the steps dis- 
cussed above with respect to Figures 3 through 7. 
[0072] As was the case for machine 20, either or both 
of the injection operations of machine 200 can be injec- 
tions of single materials or can be co-injection opera- 
tions, either simultaneous or sequential, as desired. 
[0073] While each of machines 20 and 200 have been 
described as having cavity extension elements 64 on 
the cavity used for the second injection operation, it will 
be apparent to those of skill in the art that this can be 
reversed, if desired, to allow creation of features of dif- 



ferent geometries on the first layer which are then cov- 
ered by the second layer. For example, the jeweled dif- 
fraction areas of an automotive indicator light lens can 
be molded in a first cavity having cavity extension ele- 
5 ments to define the jeweled area and then inserted into 
a larger, second cavity in which a second layer of ma- 
terial is over-molded on the lens to form a smooth outer 
layer. The first layer can be molded in red translucent 
material, for example, and the second layer in transpar- 
io ent material. 

[0074] It is also contemplated that the present inven- 
tion can by employed in circumstances wherein a single, 
common, cavity is employed with different cores. In such 
an embodiment, the molded article is formed by a first 
injection operation into the cavity with a large core in 
place. The large core is then removed and replaced with 
a smaller core, while the article remains in the cavity, 
and a second injection operation is then performed to 
complete the article. The article is then ejected from the 
20 cavity and the cycle is repeated. In over-molding proc- 
esses wherein the article remains on the core for each 
molding operation, there can be difficulty in providing 
adequate cooling through the core after the injection 
molding operation. This is because the first layer formed 
25 on the core acts to some extent as an insulator, inhibiting 
heat transfer between subsequent layers and the core. 
In the common cavity-multiple core embodiment of the 
present invention, this difficulty can be avoided by 
changing the core between injection operations. 
30 [0075] Figure 8 shows another embodiment of the 
present invention comprising a core 300 and a first cav- 
ity 304 and a cavity extension 308. In Figure 8, core 300 
and first cavity 304 form a mold cavity 312 and cavity 
extension 308 is in a disengaged position, as shown. 
35 When an injection operation is performed, through inlet 
316, a first layer of an article is formed in cavity 312. 
Core 300 is then removed from cavity 304, with the first 
layer of the article on it. 

[0076] As shown in Figure 9, core 300 is then inserted 
^0 into a second cavity 320 with the first layer of the article 
324 on core 300 and a composite cavity 328 is formed 
by moving cavity extension 308 into an engaged posi- 
tion with cavity 320. In this example, composite cavity 
328 overlaps only a portion of article 324 and it will be 
45 apparent to hose of skill in the art that the present in- 
vention is not limited to the complete over-molding of a 
first layer of an article and can instead be employed to 
over-mold only portions of a first layer. 
[0077] An injection operation is performed through in- 
50 let 332 to fill cavity 328 and core 300 and cavity exten- 
sion 308 are separated from cavity 320 with the over- 
molded article on core 300. Cavity extension 308 can 
then be moved along core 300, toward over-molded ar- 
ticle 324, to eject article from core 300. As will be ap- 
55 parent to those of skill in the art, cavity extension 308 
engages only a portion of cavity 320 in this embodiment 
to form composite cavity 328 and cavity extension 308 
is a single part. 
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stripper plate is moved away from said core plate. 

3. An injection molding machine according to claim 2 
further comprising a plurality of cores mounted on 

s said core plate in an array, each core having a cavity 
extension element associated therewith and 
mounted to said stripper plate and wherein said 
rnold clamping unit is operable to insert each core 
into each of said first and second cavities such that 
10 each core is first inserted into said first cavity and 
is subsequently inserted into said composite cavity. 

4. An injection molding machine according to claim 3 
further comprising a plurality of each of said first and 

15 second cavities arranged in an array and wherein 
said mold clamping unit is operable to insert at least 
two of said plurality of cores into a like number of 
said first and second cavities, each of said at least 
two cores being alternately inserted into respective 
20 ones of said first cavities and said composite cavi- 
ties. 

5. An injection molding machine according to claim 4 
wherein said core plate comprises a turret with at 

25 least two sides on which said cores are mounted, 
each said side including a stripper plate on which 
said cavity extensions are mounted and each said 
stripper plate being movable relative to said side, 
and said cavity plate comprises a first face on which 
30 said first cavities are mounted and a second face 
on which said second cavities are mounted, said 
turret being rotatable to simultaneously bring one of 
said at least two sides into alignment with said first 
face and the other of said at least two sides into 
35 alignment with said second face, said mold clamp- 
ing unit inserting said cores on said first side into 
said first cavities on said first face and inserting 
cores on said second side into composite cavities 
formed by said extension elements and said second 
40 cavities on said second face. 

6. An injection molding machine according to claim 4 
wherein said cavity plate and said core plate are 
movable with respect to one another between a first 

45 position, wherein a first set of said plurality of cores 
are aligned with said plurality of first cavities and a 
second set of said plurality of cores are aligned with 
said plurality of second cavities, and a second po- 
sition, wherein said first set of said plurality of cores 
so are aligned with said plurality of second cavities and 
said second set of said plurality of cores are aligned 
with said plurality of first cavities. 
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[0078] Figures 10 and 11 show an example of the ir- 
regular geometry of article 324 which can be obtained 
with the present invention. Further, while in this example 
both the first and second injection operations employed 
the same materials, resulting in article 324 having a ho- 
mogenous structure, it will be apparent to those of skill 
in the art that the first and second injection operations 
can employ different materials and can in fact be co- 
injection operations, if desired. 
[0079] While the description above only specifically 
refers to turret and rotary machines, it will be apparent 
to those of skill that the present invention is not so limited 
and can be employed with shuttle-type or other machine 
types. 

[0080] The above-described embodiments of the in- 
vention are intended to be examples of the present in- 
vention and alterations and modifications may be effect- 
ed thereto, by those of skill in the art, without departing 
from the scope of the invention which is defined solely 
by the claims appended hereto. 



Claims 

1. An injection molding machine for producing over- 
molded articles, comprising: 

a cavity plate having first and second cavities 
mounted thereon; 

a core plate having a core mounted thereon; 
a cavity extension comprising a pair of cavity 
elements located about said core; 
cavity extension operating means on said core 
plate to move said pair of cavity elements be- 
tween an open position wherein said core can 
be inserted into said first cavity between said 
pair of cavity elements and a closed position 
wherein said pair of cavity elements are com- 
bined with said second cavity to form a com- 
posite cavity of greater volume than said first 
cavity; and 

a mold clamping unit operable with said cavity 
operating means to close said mold by inserting 
said core into said first cavity when said cavity 
extension elements are in said open position 
and to close said mold by inserting said core 
into said composite cavity when said cavity el- 
ements are in said closed position. 

2. An injection molding machine according to claim 1 
further comprising a stripper plate located between 
said core plate and said cavity plate when said mold 
is closed, said stripper plate being moveable with 
respect to said core plate and said cavity extension 
elements being mounted to said stripper plate to 
move therewith, said stripper plate operable to re- 
move a molded article from said core when said 
cavity elements are in said closed position and said 



7. An injection molding machine according to claim 6 
55 wherein said core plate is rotatable relative to said 
cavity plate to move said core plate between said 
first and second positions. 
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8. An injection molding machine according to claim 1 
further comprising means to place an insert into 
said first cavity, prior to said mold clamping unit 
closing said mold by inserting said core into said 
first cavity. 5 

9. An injection molding machine according to claim 1 1 
further comprising means to place an insert into 
said composite cavity, prior to said mold clamping 
unit closing said mold by inserting said core into 10 
said composite cavity. 

10. An injection molding machine according to claim 3 
further comprising at least two pairs of sliders 
mounted to said stripper plate and operable to move is 
laterally with respect to said cores, each slider in 
one said pair being connected to a respective one 
slider in each other pair by a tie rod, such that lateral 
movement of one slider results in corresponding lat- 
eral movement of said other respective slider. 20 

11. An injection mold for producing over-molded arti- 
cles comprising: 

a cavity plate having first and second cavities 2s 
mounted thereon, said second cavity having a 
cavity depth less than the cavity depth of said 
first cavity; 

a core plate having a core mounted thereon, 
said core plate being movable relative to said 30 
cavity plate; 

a cavity extension comprising a pair of cavity 
elements located about said core, said cavity 
extension having a depth substantially equal to 
the difference between the cavity depths of said 35 
first cavity and said second cavity and defining 
a geometric configuration different from that of 
said first cavity; and 

cavity extension operating means on said core 
plate to move said pair of cavity elements be- 40 
tween an open position wherein said core can 
be inserted into said first cavity between said 
pair of cavity elements and a closed position 
wherein said pair of cavity elements are com- 
bined with said second cavity to form a com- 45 
posite cavity which receives said core. 

12. An injection mold according to claim 11 further com- 
prising a stripper plate located between said core 
plate and said cavity plate when said mold is closed, so 
said stripper plate being moveable with respect to 
said core plate and said cavity extension elements 
being mounted to said stripper plate to move there- 
with, said stripper plate operable to remove a mold- 
ed article from said core when said cavity elements 
are in said closed position and said stripper plate is 
moved away from said core plate. 



13. An injection mold according to claim 12further com- 
prising a plurality of cores mounted on said core 
plate in an array, each core having a cavity exten- 
sion element associated therewith and mounted to 
said stripper plate and wherein each core is insert- 
able into each of said first cavity and said composite 
cavity when said core plate is moved between a first 
and second position respectively. 

1 4. An injection mold according to claim 1 3 further com- 
prising a plurality of each of said first and second 
cavities arranged in an array and wherein at least 
two of said plurality of cores are insertable into a 
like number of said first and second cavities, each 
of said at least two cores being insertable into said 
first cavities and said composite cavities when said 
core plate is in said first position and in said second 
position, respectively. 

15. An injection mold according to claim 14 wherein 
said core plate comprises a turret with at least two 
sides on which said cores are mounted, each said 
side including a stripper plate on which said cavity 
extensions are mounted and each said stripper 
plate being movable relative to said side, and said 
cavity plate comprises a first face on which said first 
cavities are mounted and a second face on which 
said second cavities are mounted, said turret being 
rotatable to simultaneously bring one of said at least 
two sides into alignment with said first face and the 
other of said at least two sides into alignment with 
said second face, said cores aligned with said first 
cavities on said first face being insertable therein 
and said cores aligned with said composite cavities 
formed by said extension elements and said second 
cavities on said second face being insertable there- 
in. 

16. An injection mold according to claim 14 wherein 
said cavity plate and said core plate are movable 
with respect to one another between a first position, 
wherein a first set of said plurality of cores are 
aligned with said plurality of first cavities and a sec- 
ond set of said plurality of cores are aligned with 
said plurality of second cavities, and a second po- 
sition, wherein said first set of said plurality of cores 
are aligned with said plurality of second cavities and 
said second set of said plurality of cores are aligned 
with said plurality of first cavities. 

17. An injection mold for producing over-molded arti- 
cles, comprising: 

a cavity plate having first and second cavities 
mounted thereon, said second cavity having a 
cavity volume greater than the cavity volume of 
said first cavity, each of said first and second 
cavities having means to receive an injection 
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nozzle; 

a core plate having a core mounted thereon; 
a cavity extension adjacent said core; and 
cavity extension operating means on said core 
plate to move said cavity extension between a 
disengaged position, wherein said cavity exten- 
sion is distal said first cavity and said mold is 
closed by inserting said core into said first cav- 
ity, and an engaged position, wherein said cav- 
ity extension combines with said second cavity 
to form a composite cavity and said mold is 
closed by inserting said core into said compos- 
ite cavity. 

18. An injection mold according to claim 17 further in- 
cluding a stripper plate located between said core 
plate and said cavity plate when said moid is closed, 
said stripper plate being moveable with respect to 
said core plate and said cavity extension being 
mounted to said stripper plate to move therewith, 
said stripper plate operable to remove a molded ar- 
ticle from said core when said cavity extension is in 
said engaged position and said stripper plate is 
moved away from said core plate. 

1 9. An injection mold according to claim 1 7 further com- 
prising a plurality of cores mounted on said core 
plate in an array, each core having a cavity exten- 
sion associated therewith and mounted to said 
stripper plate and wherein said mold clamping unit 
is operable to insert each core into each of said first 
and second cavities such that each core is first in- 
serted into said first cavity and is subsequently in- 
serted into said composite cavity. 

20. An injection mold according to claim 1 9 further com- 
prising a plurality of each of said first and second 
cavities arranged in an array and wherein said mold 
clamping unit is operable to insert at least two of 
said plurality of cores into a like number of said first 
and second cavities, each of said at least two cores 
being alternately inserted into respective ones of 
said first cavities and said composite cavities. 

21. A method of injection molding an over-molded arti- 
cle, comprising the steps of: 

(i) moving a cavity extension associated with a 
core to a disengaged position; 

(ii) inserting said core into a first cavity having 
a defined volume and a first geometrical con- 
figuration; 

(iii) performing a first injection operation into 
said first cavity to form a first layer of said arti- 
cle; 

(iv) removing said core from said first cavity 
with said first layer of said article on said core; 

(v) moving said cavity extension to an engage- 



ment position; 

(vi) inserting said core and said first layer into 
a second cavity, said second cavity and said 
cavity extension engaging to form a composite 

5 cavity having a larger volume than said defined 

volume and defining a second geometrical con- 
figuration; 

(vii) performing a second injection operation in- 
to said composite cavity to over-mold said first 

10 layer to form an article; 

(viii) separating said core and cavity extension 
from said second cavity to remove said article 
therefrom; and 

(ix) moving said cavity extension relative to said 
is core to remove said article from said core. 

22. The method of claim 21 wherein said cavity exten- 
sion comprises two cavity extension elements lat- 
erally movable toward and away from said core and 

20 said disengaged position is achieved when said two 
cavity elements are moved away from said core and 
said engaged position is achieved when said ele- 
ments are moved toward said core to engage each 
other. 

25 

23. The method of claim 21 wherein said first and sec- 
ond injection operations inject the same material in- 
to said first and second cavities. 

30 24. The method according to claim 21 wherein at least 
one of said first and second injection operations is 
a co-injection operation. 

25. An injection molding machine for producing over- 
35 molded articles, comprising: 

a cavity plate having first and second cavities 
mounted thereon, said second cavity having a 
cavity volume greater than the cavity volume of 
40 said first cavity, each of said first and second 

cavities having means to receive an injection 
nozzle; 

at least one injection unit to perform an injection 
operation into said first and second cavities; 
4$ a core plate having a core mounted thereon; 

a cavity extension adjacent said core; 
cavity extension operating means on said core 
plate to move said cavity extension between a 
disengaged position, wherein said cavity exten- 
so sion is distal said first cavity, and an engaged 

position, wherein said cavity extension com- 
bines with said second cavity to form a com- 
posite cavity; and 

a mold clamping unit operable with said cavity 
55 operating means to close said mold by inserting 

said core into said first cavity when said cavity 
extension is in said disengaged position and to 
close said mold by inserting said core into said 
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composite cavity when said cavity extension is 
in said engaged position. 
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